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( 57 ) ABSTRACT 
A coil segment manufacturing apparatus includes a conduct 
ing wire material feeder which repeatedly feeds a conduct 
ing wire material while changing the feeding amount and 
interposing a processing time , a coating remover which 
removes an insulation coating of the conducting wire mate 
rial at a removal position each time the processing time is 
reached , and a conducting wire material cutter which cuts 
the conducting wire material each time the processing time 
is reached . 

2 Claims , 5 Drawing Sheets 
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COIL SEGMENT MANUFACTURING repeated , and the insulation coating is removed and the 
METHOD conducting wire material is cut at the same timing in 

synchronization with the repetition of the feeding operation . 
BACKGROUND OF THE INVENTION If , however , the lengths of the coil segments are different , 

5 then the removal of the insulation coating and the cutting of 
1 . Field of the Invention the conducting wire material have to be carried out at 
The present invention relates to a coil segment manufac - different timings while changing the feeding amount of the 

turing apparatus and a coil segment manufacturing method conducting wire material for each feeding operation . This 
for manufacturing coil segments , which have a plurality of leads to deteriorated production efficiency . 
different lengths , and the insulation coatings of both ends of 10 
which have been removed , from a coil conducting wire SUMMARY OF THE INVENTION 
material provided with an insulation coating . 

2 . Description of the Related Art An object of the present invention is to provide a coil 
Conventionally , such coil segments are used to form a segment manufacturing apparatus and a coil segment manu 

stator coil . To form the stator coil , a number of coil segments 15 facturing method that permit efficient manufacture of coil 
formed substantially into a U shape are arranged in an segments of a plurality of different lengths by a simple 
annular shape , the central portions of the U - shaped coil apparatus . 
segments being overlapped , and both ends of the U - shaped To this end , according to the present invention , there is 
coil segments are inserted into the slots of a stator core . provided a coil segment manufacturing apparatus for manu 
Thus , the ends of each coil segment project from each slot . 20 facturing coil segments , insulation coatings of both ends of 
Then , the projecting ends of the coil segments are joined to which have been removed and which have a plurality of 
constitute the stator coil ( refer to , for example , Japanese different lengths , from a coil conducting wire material 
Patent No . 3894004 ) . provided with an insulation coating , including : a conducting 

Further , a plurality of coil segments used in the form of a wire material feeder which repeats a feeding operation to 
bundle have also been known ( refer to Japanese Patent 25 feed the conducting wire material by a predetermined feed 
Application Laid - Open No . 2012 - 165624 ) . Each bundle of ing amount along a fixed feeding route while sequentially 
the coil segments is formed into a U shape . A plurality of the changing the feeding amount to a plurality of different 
formed coil segment bundles are annularly arranged such feeding amounts corresponding to the plurality of different 
that they partly overlap , and both ends thereof are inserted lengths for each feeding operation and also interposing a 
into the slots of a stator core . The end portions of the coil 30 predetermined processing time between the feeding opera 
segments that project from the slots are bent and joined to tions ; a coating remover which removes the insulation 
corresponding ends , thus constituting a stator coil . coating of the conducting wire material at a removal position 

To constitute the stator coil by using the foregoing coil on the feeding route within the processing time each time the 
segment bundles , the corresponding ends of the coil seg - processing time is reached ; a conducting wire material cutter 
ments are joined . Therefore , when the coil segments con - 35 which cuts the conducting wire material at a cutting position 
stituting each bundle are inserted into the slots of the stator on the feeding route within the processing time each time the 
core , the portions that project from the slots are required to processing time is reached ; and a removal position changer 
have the same length . which changes the removal position in synchronization with 

A possible method for obtaining the same length is to cut the change of the feeding amount such that the insulation 
the ends of the bundled coil segments to the same length 40 coating is removed at a portion that includes the position at 
after the coil segments are formed into the bundle . However , which the cutting of the conducting wire material is carried 
the bundles of coil segments that have been formed are not out . 
linear , thus requiring a complicated apparatus for cutting the According to the present invention , the feeding amount is 
ends of the bundles to the same length . As a possible changed among the plurality of different feeding amounts 
alternative method to obviate the need for using such a 45 and also the predetermined processing time is interposed 
complicated apparatus , coil segments for constituting a while the conducting wire material is being fed . Then , each 
bundle are set to different lengths beforehand such that the time the processing time is reached , the insulation coating of 
end portion of a bundle will be the same after the bundle is the conducting wire material is removed at the removal 
formed . position and the conducting wire material is cut at the cutting 
However , manufacturing a large volume of coil segments 50 position . At this time , the removal position is changed in 

having different lengths would require that a cutting appa - synchronization with the change of the feeding amount of 
ratus be used for each different length , meaning that separate the conducting wire material such that the insulation coating 
apparatuses be used for different lengths , as well as an is removed at a portion that includes the position at which 
apparatus for gathering coil segments one by one of different the conducting wire material is cut . 
lengths into a bundle . In addition , the processing by such an 55 Thus , coil segments can be manufactured by removing the 
apparatus requires a certain time , leading to deteriorated insulation coating and cutting the conducting wire material 
manufacturing efficiency . at the same time for each feed of the conducting wire 

Further , both end portions of the coil segments must be in material by a single apparatus as with the case where the 
a state such that the insulation coatings are removed . This conducting wire material is fed by a fixed feeding amount 
may be implemented by first removing the insulation coating 60 and sequentially cut to manufacture coil segments of the 
of a portion of the conducting wire material that will be cut same length . Hence , coil segments of a plurality of different 
and then cutting the conducting wire material at the portion lengths can be efficiently manufactured by an apparatus 
in the process of feeding and cutting the conducting wire having a simple configuration . 
material . According to the present invention , the conducting wire 

In this case , if the lengths of the coil segments are the 65 material may have a quadrangular cross section having a 
same , then a feeding operation , in which the conducting wire first side surface and a second side surface corresponding to 
material is fed by a predetermined feeding amount , is one pair of opposite sides of the quadrangle and a third side 
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surface and a fourth side surface corresponding to the other second side surface corresponding to one pair of opposite 
pair of opposite sides , the removal position may include a sides of the quadrangle and a third side surface and a fourth 
first removal position and a second removal position that is side surface corresponding to the other pair of opposite 
on a downstream side relative to the first removal position , sides , the removal position may include a first removal 
the coating remover may be provided with a first remover 5 position and a second removal position that is on a down 
which removes the insulation coating of the first side surface stream side relative to the first removal position , and the 
and the second side surface at the first removal position and removal step may include a first removal step of removing 
a second remover which removes , at the second removal the insulation coating of the first side surface and the second 
position , the insulation coating of the third side surface and side surface at the first removal position and a second 
the fourth side surface of the same portion as the portion of 10 removal step of removing , at the second removal position , 
the conducting wire material , at which the insulation coating the insulation coating of the third side surface and the fourth 
have been removed by the first remover , within the process side surface of the same portion as the portion of the 
ing time that is different from the processing time for the conducting wire material , at which the insulation coating has 
removal of the insulation coating by the first remover . been removed by the first removal step , within the process 

This arrangement makes it possible to first remove the 15 ing time that is different from the processing time for the 
insulation coating from the first side surface and the second removal of the insulation coating by the first removal step . 
side surface by the first remover and feed the conducting This arrangement makes it possible to first remove the 
wire material once by the conducting wire material feeder , insulation coating from the first side surface and the second 
and then remove the insulation coating from the third side side surface by the first removal step and feed the conducting 
surface and the fourth side surface by the second remover . 20 wire material once by the feeding step , and then remove the 
Hence , the insulation coating can be removed by using a insulation coating from the third side surface and the fourth 
simple construction even in the case where , for example , a side surface by the second removal step . Hence , the insu 
rectangular wire having a rectangular cross section is used as lation coating can be removed by a simple method even in 
the conducting wire material . the case where , for example , a rectangular wire having a 

The present invention provides a method for manufactur - 25 rectangular cross section is used as the conducting wire 
ing coil segments , the insulation coatings of both ends of material . 
which have been removed and which have a plurality of 
different lengths , from a coil conducting wire material BRIEF DESCRIPTION OF THE DRAWINGS 
provided with an insulation coating , the method including : 
a step of repeating an operation for feeding the conducting 30 FIG . 1 is a side view illustrating major constituent ele 
wire material by a predetermined feeding amount along a ments of a coil segment manufacturing apparatus according 
fixed feeding route while sequentially changing the feeding to an embodiment of the present invention ; 
amount to a plurality of different feeding amounts corre - FIG . 2 is a cross sectional view illustrating a conducting 
sponding to the plurality of different lengths for each feeding wire material supplied to the coil segment manufacturing 
operation and also interposing a predetermined processing 35 apparatus in FIG . 1 ; 
time between the feeding operations ; a removal step of FIG . 3A is a diagram illustrating how an insulation 
removing the insulation coating of the conducting wire coating is removed by a first remover of the coil segment 
material at a removal position on the feeding route within the manufacturing apparatus in FIG . 1 ; 
processing time each time the processing time is reached ; FIG . 3B is a diagram illustrating how an insulation 
and a cutting step of cutting a portion of the conducting wire 40 coating is removed by a second remover of the coil segment 
material , at which the insulation coating has been removed manufacturing apparatus in FIG . 1 ; 
in the removal step , at a cutting position on the feeding route FIG . 4A is a diagram illustrating a first removal position 
within the processing time each time the processing time is Pla and a second removal position P2a immediately after 
reached , wherein the removal step and the cutting step are the conducting wire material has been fed by a feeding 
concurrently carried out . 45 amount fd in the coil segment manufacturing apparatus in 

With this arrangement , each time the processing time is FIG . 1 ; 
reached , the removal step and the cutting step are concur - FIG . 4B is a diagram illustrating a first removal position 
rently carried out at the removal position and the cutting P1b and a second removal position P2b immediately after 
position , respectively , on the feeding route of the conducting the conducting wire material has been fed by a feeding 
wire material . Therefore , the coil segments having a plural - 50 amount fa ; 
ity of different lengths can be efficiently manufactured on a FIG . 4C is a diagram illustrating a first removal position 
single feeding route . Plc and a second removal position P2c immediately after 

The manufacturing method according to the present the conducting wire material has been fed by a feeding 
invention may include a removal position changing step for amount fb ; 
changing the removal position in synchronization with the 55 FIG . 4D is a diagram illustrating a first removal position 
change of the feeding amount such that the insulation Pld and a second removal position P2d immediately after 
coating is removed at a portion that includes the position at the conducting wire material has been fed by a feeding 
which the conducting wire material is cut . amount fc ; and 

With this arrangement , merely changing the removal FIG . 5 is a flowchart illustrating the coil segment manu 
position in synchronization with the change of the feeding 60 facturing process carried out by the coil segment manufac 
amount allows the conducting wire material to be cut at the turing apparatus in FIG . 1 . 
portion where the insulation coating has been removed . This 
makes it possible to manufacture coil segments having a DESCRIPTION OF THE PREFERRED 
plurality of different lengths by a further simplified method . EMBODIMENTS 

In the coil segment manufacturing method according to 65 
the present invention , the conducting wire material may The following will describe an embodiment of the present 
have a quadrangular cross section , a first side surface and a invention with reference to the accompanying drawings . As 
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illustrated in FIG . 1 , a coil segment manufacturing apparatus FIG . 2 ) and a second remover 22 that removes the insulation 
1 according to the present embodiment is used to manufac coating 8 from the third side surface 5 and the fourth side 
ture coil segments , which have a plurality of different surface 6 . 
lengths and the insulation coatings of both ends of which The first remover 21 has a removing mold 23 for cutting 
have been removed , from a conducting wire material 2 for 5 off and removing the insulation coating 8 of the conducting 
coil that is provided with an insulation coating . wire material 2 and a mold driver 24 , which drives the 
As the conducting wire material 2 , a rectangular wire is removing mold 23 . The removing mold 23 has two remov 

used . More specifically , the cross section of the conducting ing blades 25 , as illustrated in FIG . 3A . The mold driver 24 
wire material 2 has a rectangular shape , as illustrated in FIG . moves the removing blades 25 along the first side surface 3 
2 . The conducting wire material 2 has a first side surface 3 10 and the second side surface 4 of the conducting wire material 
and a second side surface 4 corresponding to each long sides 2 to cut and remove the insulation coating 8 from the 
of the rectangle and a third side surface 5 and a fourth side corresponding portions on the first side surface 3 and the 
surface 6 corresponding to each short sides of the rectangle . second side surface 4 . 
The conducting wire material 2 is constituted of a conduc - The second remover 22 has a removing mold 26 for 
tive section 7 made of copper or the like and an insulation 15 cutting off and removing the insulation coating 8 and a mold 
coating 8 covering the surrounding of the conductive section driver 27 , which drives the removing mold 26 . The remov 

ing mold 26 has two removing blades 28 , as illustrated in 
The coil segments manufactured from the conducting FIG . 3B . The mold driver 27 moves the two removing blades 

wire material 2 have four different lengths . The coil seg - 28 along the third side surface 5 and the fourth side surface 
ments 2 of the four different lengths are bundled in a 20 6 of the conducting wire material 2 to cut and remove the 
subsequent process such that each bundle contains four coil insulation coating 8 from the corresponding portions on the 
segments , each of which has a different length . Then , each third side surface 5 and the fourth side surface 6 . 
bundle is formed to be used for constituting a stator coil . The conducting wire material cutter 14 has a cutting mold 

As illustrated in FIG . 1 , the coil segment manufacturing 29 , which cuts the conducting wire material 2 , and a mold 
apparatus 1 has a conducting wire material feeder 10 that 25 driver 30 , which drives the cutting mold 29 . The mold driver 
feeds the conducting wire material 2 along a feeding route 30 drives the cutting mold 29 to cut the conducting wire 
9 , a coating remover 12 that removes an insulation coating material 2 sequentially fed by the conducting wire material 
8 from the conducting wire material 2 at a removal position feeder 10 . 
P on the feeding route 9 , and a conducting wire material The foregoing removal position Pat which the insulation 
cutter 14 that cuts the conducting wire material 2 at a cutting 30 coating 8 is removed includes a first removal position P1 and 
position CP on the feeding route 9 . The conducting wire a second removal position P2 on a downstream side relative 
material 2 is supplied from a conducting wire material to the first removal position P1 . The removal of the insula 
winder ( not illustrated ) to the coil segment manufacturing tion coating 8 by the first remover 21 is carried out at the first 
apparatus 1 and introduced onto the feeding route 9 through removal position P1 within the processing time T each time 
a roller 15 . 35 the processing time T is reached . The removal of the 

A thickness - direction corrector 16 and a width - direction insulation coating by the second remover 22 is carried out at 
corrector 17 , which correctively straighten the conducting the second removal position P2 within the processing time 
wire material 2 that has been introduced , are provided T each time the processing time T is reached . 
between the roller 15 and the coating remover 12 . The As will be discussed hereinafter , the removal of the 
thickness - direction corrector 16 corrects the conducting 40 insulation coating 8 at the first removal position P1 is carried 
wire material 2 , which has been introduced , in the thickness out within the processing time T and then the removal of the 
direction , while the width - direction corrector 17 corrects the insulation coating 8 at the second removal position P2 is 
conducting wire material 2 , which has been introduced , in carried out within the next processing time T . By the 
the width direction . removal processing in the both processing times T , the 

The conducting wire material feeder 10 has a traveling 45 insulation coating 8 of the first to the fourth side surfaces 3 
stage 19 , which is run by a linear motor on a rail 18 along to 6 at the same portion in the direction of the length of the 
the feeding route 9 , and a clamp unit 20 , which is provided conducting wire materials 2 is removed . 
on the traveling stage 19 and clamps / unclamps the conduct . The conducting wire material 2 is cut by the conducting 
ing wire material 2 . The conducting wire material feeder 10 wire material cutter 14 at the cutting position CP , which is 
repeats an operation for clamping the conducting wire 50 on the downstream side relative to the first removal position 
material 2 , moving the traveling stage 19 by a predetermined P1 and the second removal position P2 , within the process 
feeding amount in a downstream direction of the feeding ing time T each time the processing time T is reached . A 
route 9 , unclamping the conducting wire material 2 and then transfer unit 33 which transfers the portions cut and sepa 
returning the traveling stage 19 in an upstream direction rated from the conducting wire materials 2 to the next step 
thereof , thereby feeding the conducting wire material 2 in 55 as a coil segment 32 is provided on the downstream side 
the downstream direction . relative to the conducting wire material cutter 14 . The 

While the feeding operation by the conducting wire transfer unit 33 is constituted of a transfer roller 34 and a 
material feeder 10 is repeated , the feeding amount of the conveyor 35 . 
conducting wire material 2 is changed . The feeding amount The first remover 21 is provided with a first removal 
is changed among four different feeding amounts corre - 60 position changer 36 that changes the foregoing first removal 
sponding to the four different lengths of the coil segments to position P1 in synchronization with the change of the 
be fabricated . A predetermined processing time T is pro - feeding amount in the conducting wire material feeder 10 . 
vided between the feeding operations . The first removal position changer 36 has a first stage 38 

The coating remover 12 has a first remover 21 that slidably provided on a rail 37 . The first stage 38 , which 
removes the insulation coating 8 from the first side surface 65 supports the first remover 21 , is driven by a linear motor ( not 
3 and the second side surface 4 of the conducting wire illustrated ) to travel on the rail 37 to change the first removal 
material 2 that has been correctively straightened ( refer to position P1 . 

a 
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As the means for moving the first stage 38 on the rail 37 , ing to the feeding amount fd in the feed of the conducting 
a ball screw and a servo motor that rotates the nut or the wire material 2 immediately before the state illustrated in 
threaded shaft of the ball screw may be used in place of the FIG . 4A is reached . 
linear motor . FIG . 4B illustrates the first removal position Plb and the 

The second remover 22 is provided with a second removal 5 second removal position P2b at the processing time T 
position changer 39 that changes the foregoing second immediately after the conducting wire material 2 has been 
removal position P2 in synchronization with the change of fed by the feeding amount fa from the state illustrated in 
the feeding amount in the conducting wire material feeder FIG . 4A . The second removal position P2b indicates a 
10 . The second removal position changer 39 is constituted of position that is apart from the cutting position CP by the 
a second stage 40 slidably provided on the rail 37 . The 10 feeding amount fb for the next feed . The first removal 
second stage 40 , which supports the second remover 22 , is position Plb indicates a position that is further apart by the 
driven by a linear motor ( not illustrated ) to travel on the rail feeding amount fc for the subsequent feed . 
37 to change the second removal position P2 . In the state illustrated in FIG . 4B , the insulation coating 

The first removal position P1 and the second removal 8 is removed by the first remover 21 at the first removal 
position P2 are changed by the following change amount 15 position P1b within the processing time T . At the same time , 
and at the following timing such that the conducting wire the insulation coating 8 is removed by the second remover 
material 2 is cut at the cutting position CP at the center of 22 at the second removal position P2b . 
the portion in which the insulation coating 8 has been The portion of the conducting wire material 2 , the insu 
removed . lation coating 8 of which is removed by the second remover 

FIG . 4 illustrates the conducting wire material 2 and the 20 22 is the portion having the insulation coating 8 thereof 
first removal position P1 ( Pla to Pid ) and the second already removed at the first removal position Pla in the state 
removal position P2 ( P2a to P2d ) , which are changed in of FIG . 4A . Hence , when the removal by the second remover 
synchronization with the change of the amount of feed of the 22 is completed , the insulation coating 8 of the portion of the 
conducting wire material 2 by the conducting wire material conducting wire material 2 will have been completely 
feeder 10 . As illustrated in FIG . 4A to FIG . 4D , in order to 25 removed from all the first to the fourth side surfaces 3 to 6 . 
manufacture coil segments 32 ( 32a to 32d ) having four Further , concurrently with the removal of the insulation 
different lengths La to Ld , the conducting wire material 2 is coating 8 at the first removal position P1b and the second 
repeatedly fed to the cutting position CP by feeding amounts removal position P2b , the conducting wire material 2 is cut 
fa to fd in this order , which correspond to the lengths La to by the conducting wire material cutter 14 . Thus , the coil 
Ld . 30 segment 32a is formed , which has the length La correspond 

For each feeding cycle , the insulation coating 8 is ing to the feeding amount fa in the feed of the conducting 
removed by the first remover 21 and the second remover 22 wire material 2 when the state of FIG . 4A is changed to the 
and the conducting wire material 2 is cut by the conducting state of FIG . 4B . 
wire material cutter 14 within the processing time T . In FIG . FIG . 4C illustrates the first removal position Plc and the 
4A to FIG . 4D , the proportions of the feeding amounts fa to 35 second removal position P2c at the processing time T 
fd are exaggeratedly illustrated . For example , the actual immediately after the conducting wire material 2 has been 
feeding amount fa ( the length La of the coil segment 32a ) is fed by the feeding amount fb from the state illustrated in 
approximately 280 mm . The feeding amounts fa to fd have FIG . 4B . The second removal position P2c indicates a 
values that decrease by , for example , 2 mm , in this order . position that is apart from the cutting position CP by the 
More specifically , FIG . 4A illustrates the first removal 40 feeding amount fc for the next feed . The first removal 

position Pla and the second removal position P2a at the position Plc indicates a position that is further apart by the 
processing time T immediately after the conducting wire feeding amount fd for the subsequent feed . 
material 2 has been fed by the feeding amount fd . The In the state illustrated in FIG . 4C , the insulation coating 
second removal position P2a indicates a position that is 8 is removed by the first remover 21 at the first removal 
apart from the cutting position CP by the feeding amount fa 45 position Plc within the processing time T . At the same time , 
for the next feed . The first removal position Pla indicates a the insulation coating 8 is removed by the second remover 
position that is further apart by the feeding amount fb for the 22 at the second removal position P2c . 
subsequent feed . The portion of the conducting wire material 2 , the insu 

In the state illustrated in FIG . 4A , the insulation coating lation coating 8 of which is removed by the second remover 
8 is removed by the first remover 21 at the first removal 50 22 is the portion having the insulation coating 8 thereof 
position Pla within the processing time T . At the same time , already removed at the first removal position Plb in the state 
the insulation coating 8 is removed by the second remover of FIG . 4B . Hence , when the removal by the second remover 
22 at the second removal position P2a . 22 is completed , the insulation coating 8 of the portion of the 

The portion of the conducting wire material 2 , the insu conducting wire material 2 will have been completely 
lation coating 8 of which is removed by the second remover 55 removed from all the first to the fourth side surfaces 3 to 6 . 
22 , is the portion having the insulation coating 8 thereof Further , concurrently with the removal of the insulation 
already removed by the first remover 21 at the first removal coating 8 at the first removal position Plc and the second 
position Pld in FIG . 4D , which will be discussed hereinafter removal position P2c , the conducting wire material 2 is cut 
Hence , when the removal by the second remover 22 is by the conducting wire material cutter 14 . Thus , the coil 
completed , the insulation coating 8 of the portion will have 60 segment 32b is formed , which has the length Lb correspond 
been completely removed from all the first to the fourth side ing to the feeding amount fb in the feed of the conducting 
surfaces 3 to 6 ( refer to FIG . 2 ) . wire material 2 when the state of FIG . 4B is changed to the 

Further , concurrently with the removal of the insulation state of FIG . 4C . 
coating 8 at the first removal position Pla and the second FIG . 4D illustrates the first removal position Pld and the 
removal position P2a , the conducting wire material 2 is cut 65 second removal position P2d at the processing time T 
by the conducting wire material cutter 14 . Thus , the coil immediately after the conducting wire material 2 has been 
segment 32d is formed , which has the length Ld correspond fed by the feeding amount fc from the state illustrated in 
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FIG . 4C . The second removal position P2d indicates a among the second removal positions P2a to P2d for the 
position that is apart from the cutting position CP by the second removal position P2 such that the insulation coating 
feeding amount fd for the next feed . The first removal 8 is removed at the portion where the conducting wire 
position Pld indicates a position that is further apart by the material 2 is cut . 
feeding amount fa for the subsequent feed . 5 According to the present embodiment , the first removal 

In the state illustrated in FIG . 4D , the insulation coating position P1 and the second removal position P2 are changed 
8 is removed by the first remover 21 at the first removal in synchronization with the change among the feeding 
position Pld within the processing time T . At the same time , amounts fa to fd of the conducting wire material 2 such that 
the insulation coating 8 is removed by the second remover the insulation coating 8 is removed at the portion that 
22 at the second removal position P2d . 10 includes the position at which the conducting wire material 

The portion of the conducting wire material 2 , the insu - 2 is cut . Further , the removal of the insulation coating 8 and 
lation coating 8 of which is removed by the second remover the cutting of the conducting wire material 2 are concur 
22 is the portion having the insulation coating 8 thereof rently carried out within the processing time T . This makes 
already removed at the first removal position Plc in the state it possible to efficiently manufacture the coil segments 32a 
of FIG . 4C . Hence , when the removal by the second remover 15 to 32d of the four different lengths La to Ld by a simple 
22 is completed , the insulation coating 8 of the portion of the apparatus construction . 
conducting wire material 2 will have been completely To remove the insulation coating 8 of the conducting wire 
removed from all the first to the fourth side surfaces 3 to 6 . material 2 , the insulation coating 8 on the first side surface 

Further , concurrently with the removal of the insulation 3 and the second side surface 4 is removed at the first 
coating 8 at the first removal position Pld and the second 20 removal position P1 by the first remover 21 , while the 
removal position P2d , the conducting wire material 2 is cut insulation coating 8 on the third side surface 5 and the fourth 
by the conducting wire material cutter 14 . Thus , the coil side surface 6 is removed at the second removal position P2 
segment 32c is formed , which has the length Lc correspond by the second remover 22 . Hence , the insulation coating 8 of 
ing to the feeding amount fc in the feed of the conducting the conducting wire material 2 , which is a rectangular wire , 
wire material 2 when the state of FIG . 4C is changed to the 25 can be removed by a simple construction . 
state of FIG . 4D . The present invention is not limited to the embodiment 
As described above , the coil segment manufacturing described above . For example , the number of the different 

apparatus 1 manufactures the coil segments 32a to 32d , lengths of the coil segments to be manufactured is not 
which have the insulation coatings 8 of both ends of which limited to four . Further , the insulation coating 8 may be 
have been removed and which have the four different lengths 30 removed at one or three or more removal positions . Further , 
La to Ld , from the conducting wire material 2 provided with the conducting wire material 2 is not limited to the rectan 
the insulation coating 8 . At this time , as illustrated in FIG . gular wire , but may have a round cross section . 
5 , the feeding step ( step S1 ) , the removal step ( step S2 ) , the What is claimed is : 
cutting step ( step S3 ) , and the removal position changing 1 . A coil segment manufacturing method for manufactur 
step ( step S4 ) are repeatedly carried out . 35 ing , from a coil conducting wire material provided with an 

Specifically , in the feeding step ( step S1 ) , the feeding insulation coating , coil segments in which insulation coat 
operation for feeding the conducting wire material 2 along ings of both ends have been removed and which have a 
the feeding route 9 is performed as described above . The plurality of different lengths , comprising : 
feeding operation , during which the feeding amount is a step of repeating a feeding operation for feeding the 
changed among the four different feeding amounts fa to fd 40 conducting wire material by a predetermined feeding 
corresponding to the four different lengths La to Ld is amount along a certain feeding route while sequentially 
repeated , with the processing time I being interposed changing the feeding amount to a plurality of different 
between the feeding operations , until the end of the manu feeding amounts corresponding to the plurality of dif 
facture is determined in step S5 . ferent lengths for each feeding operation and also 

In the removal step ( step S2 ) , each time the feeding step 45 interposing a predetermined processing time between 
( step Si ) is carried out , the insulation coating 8 of the the feeding operations ; 
conducting wire material 2 is removed within the corre a removal step of removing the insulation coating of the 
sponding processing time T at the removal positions ( the conducting wire material at a removal position on the 
first removal position Pla to Pld and the second removal feeding route within the processing time each time the 
position P2a to P2d ) on the feeding route 9 corresponding to 50 processing time is reached ; and 
the feeding amount fa , fb , fc or fd related to the particular a cutting step of cutting a portion of the conducting wire 
feeding operation . The removal step includes a first removal material , at which the insulation coating has been 
step for removing the insulation coating 8 of the first side removed in the removal step , at a cutting position on 
surface 3 and the second side surface 4 and a second removal the feeding route within the processing time each time 
step for removing the insulation coating 8 of the third side 55 the processing time is reached , 
surface 5 and the fourth side surface 6 . wherein the removal step and the cutting step are con 

In the cutting step ( step S3 ) , each time the processing time currently carried out , 
T is reached , the portion having the insulation coating 8 the conducting wire material has a quadrangular cross 
removed therefrom by the removal step is cut at the cutting section having a first side surface and a second side 
position CP within the processing time T concurrently with 60 surface corresponding to one pair of opposite sides of 
the foregoing removal step . the quadrangle and a third side surface and a fourth side 

In the removal position changing step ( step S4 ) , the surface corresponding to the other pair of opposite 
foregoing removal positions ( the first removal position P1 sides thereof , 
and the second removal position P2 ) are changed in syn - the removal position comprises a first removal position 
chronization with the change of the feeding amounts fa to fd . 65 and a second removal position that is on a downstream 
The removal positions are changed among the first removal side relative to the first removal position , and 
positions Pla to Pid for the first removal position P1 and the removal step comprises : 
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a first removal step of removing the insulation coating of 
the first side surface and the second side surface at the 
first removal position ; and 

a second removal step of removing , at the second removal 
position , the insulation coating of the third side surface 5 
and the fourth side surface of a same portion as the 
portion of the conducting wire material , at which the 
insulation coating has been removed by the first 
removal step , within the processing time that is differ 
ent from the processing time for the removal of the 10 
insulation coating by the first removal step . 

2 . The coil segment manufacturing method according to 
claim 1 , comprising a removal position changing step for 
changing the removal position in synchronization with the 
change of the feeding amount such that the insulation 15 
coating is removed at a portion that includes the position at 
which the conducting wire material is cut . 

* * * * * 


